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SPECIFICATIONS 



A MATERIAL TO BE MOLDED, AN INTERIOR MATERIAL, AND A 
MANUFACTURING METHOD OF SAID MATERIAL 

FIELD OF THE INVENTION 

The present invention relates to a material to be molded 
used as interior material of the automobile, building 
material and the like. Further, the present invention 
relates to interior material using said material to be 
molded. Still further, the present invention relates 
to a manufacturing method of said material. 

BACKGROUND OF THE INVENTION 

Hitherto, a material to be molded wherein a synthetic 
resin is impregnated in a porous material such as a 
textile sheet and the like has been provided. Said 
synthetic resin to be impregnated in said porous 
material is a thermoplastic resin or thermosetting 
resin . 

To impregnate said resin in said porous material, said 
porous material is dipped in the emulsion or solution 
of said resin and then said porous material is heated 
to dry. 

DISCLOSURE OF THE INVENTION 

Said traditional material to be molded has problems that 
in the case where the thermoplastic resin is 
impregnated in said porous material, said material has a 
long storage life after drying but a poor heat 
resistance while in the case where the thermosetting 
resin is impregnated in said porous material, said 
material has a good heat resistance but a short storage 



life. 



An improvement has been provided wherein a mixture of a 
thermoplastic resin and a thermosetting resin is 
impregnated in said porous material and when said 
material is heated to dry, said thermosetting resin 
contained in said material is completely cured. In 
said improvement, moldability of said material is given 
by the thermoplastic resin impregnated in said porous 
material and as the thermosetting resin impregnated in 
said porous material has been completely cured during 
drying with heat said material has a long storage life 
but the deep drawing molding of said material may be 
difficult and further the thermoplastic resin 
impregnated in said porous material has a bad influence 
on the heat resistance of the molded material. 

Accordingly, the object of the present invention is to 
provide a material to be molded which has a good 
moldability and a long storage life and further gives a 
molded material having good heat resistance. 

To attain this object, the present invention provides a 
material to be molded cosisting of a porous material in 
which te r hmosett ing resin(s) in B-stage is(are) 
impregnated, and further the present invention provides 
a method for manufacture of a m at erial to be molded 
comprising impregnating a p r e c o n d e n s a t i o n polymer 
solution of a thermosetting resin into a porous material 
and heating and drying said porous material to 
condensate slightly said pr econdensat ion polymer to be 
in B-stage. 

According to said material to be molded, since said 
thermosetting resin impregnated in said porous material 
is at B-stage, said material has a good stability and a 
long storage life and further has a good moldability in 



short time hot pressing and resulting molded material 
has a good dimensional stability and heat resistance. 

Preferably, said thermosetting resin is a condensation 
polymer of B-stage of a phenolic compound and aldehyde 
and/or aldehyde donor, and said condensation polymer is 
preferably produced by condensation of a phenolic 
compound and aldehyde and/or aldehyde donor by using 
ammonia and/or amine and further it is preferable that 
said condensation polymer is partially or wholly 
sulf omethylated and /or sulf imethy la ted . 

Said material to be molded may be in the shape of sheet, 
and in this case a molded material consisting a base 
sheet and said cured material which is laminated 
partially or wholly to said base sheet as a surface 
layer wherein said thermosetting resin impregnated in 
said material is cured is provided. 

Further, interior material consisting of a base sheet 
made of said cured material wherein the thermosetting 
resin impregnated in said material is cured and a 
surface layer laminated on said base sheet is provided. 
In this case it is desirable that said base sheet and 
said surface layer are bonded together by an adhesive 
dotted in the lamination interface. 

In said manufacturing method of said material to be 
molded, it is preferable that said p r ec o n d e n s a t i on 
polymer solution is foamed chemically and/or 
mechanically and said porous material is contacted with 
said foamed pr econden sat ion polymer solution and then 
said porous material is pressed to impregnate said 
foamed p r e c o n d e n s a t i o n polymer solution into said 
porous material. Still further, said pr econdensa t ion 
polymer of said thermosetting resin is preferably 
pr econdensat ion polymer produced by condensation of a 
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phenolic compound and aldehyde and/or aldehyde donor 
and said phenolic compound and aldehyde and/or aldehyde 
donor are preferably condensated by using ammonia and/or 
amine and further it is preferable that said 
pr econdensation polymer of said phenolic resin is 
partially or wholly sulfomethylated and/or 
sulf imethy lated by adding a su 1 f ome t hy 1 a t i o n reagent 
and/or a sulf imethy lation reagent at any stage. 

DETAILED DESCRIPTION 

A. Material to be molded 

. 

[Thermosetting resin] 

|=y Thermosetting resin used in the present invention is 

;7i such as phenolic resin, urea resin, melamine resin, 

;j3 benzoguanamine resin, urea-melamine co-condensation 

I s resin, and the like. Ordinarily said thermosetting 

Q resin is provided as water solution or water-organic 

solvent solution of precondensation polymer. 

i.fj 

l O Preferable thermosetting resin in the present invention 

is a phenolic resin which is the condensation polymer of 
phenolic compound and aldehyde and/or aldehyde donor. 
Further, preferably thermosetting resin is a phenolic 
resin produced by condensation of phenolic compound and 
aldehyde and/or aldehyde donor by using ammonia and/or 
amine, and still further, preferably said phenolic 
resin is sulfomethylated and/or sulf imethylated . 

When said phenolic compound and aldehyde and/or aldehyde 
donor are condensated by using ammonia and/or amine, 
the curing start temperature of the resulting 
precondensation polymer can be controlled. 

Further, when said phenolic resin is sulfomethylated and 
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/or sulf imety lated , the water solution of said phenolic 
resin has a good stability to avoid the phase 
separation of said water solution and said water 
solution has a high curing speed. 

[ Phenolic compound ] 

Said phenolic compound used in the present invention may 
be monohydric phenol or polyhydric phenol or a mixture 
of monohydric phenol and polyhydric phenol. 
Thermosetting resin of the present invention may also 
include a pre-co-condensat ion polymer produced by co- 
Q condensation of a pr econdensat ion polymer of monohydric 

't; phenol and aldehyde and/or aldehyde donor, and a 

□ precondensation polymer of polyhydric phenol and 
m aldehyde and/or aldehyde donor. 

W [Monohydric phenol] 

□ As monohydric phenol, phenol; alkyl phenol such as o- 
!= !r c r e s o 1 , m-cresol, p-cresol, ethylphenol, 
3 isopropy lphenol , xylenol, 3,5-xylenol, butylphenol, t- 
] Q butylphenol, nonylphenol and the like; substituted 

monohydric phenol such as o-f iuorophenol , m - 
f luorophenol , p-f Iuorophenol , o-chlorophenol , m- 
chlorophenol , p-chlorophenol , o - b r o m o ph e n o 1 , m- 
bromophenol, p-bromophenol, o-iodinephenol, m- 
iodinephenol , p - i o d i n e ph e n o 1 , o - a m i n o p h e n o 1 , m- 
aminophenol, p-aminophenol, o-nitrophenol, m- 
nitro phenol, p-nitrophenol, 2,4-dinitrophenol, 2,4,6- 
trinitrophenol and the like; polycyclic monohydric 
phenol such as naphthol and the like may be used. The 
monohydric phenol may be used singly or as a mixture of 
two or more kinds. 

[ Polyhydric phenol ] 
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As polyhydric phenol, resorcinol, alkyl resorcinol, 
pyrogallol, catechol, alkyl catechol, h y d r oqu i none , 
alkyl hy d r o q u i n o n e , p h 1 o r o g 1 u c i n o 1 , bisphenol, 
dihydroxynaphthalene and the like may be used. The 
polyhydric phenol may be used singly or as a mixture of 
two or more kinds. In the polyhydric phenol, resorcinol 
or alkyl resorcinol is preferable, particularly alkyl 
resorcinol with a higher reaction rate with aldehyde 
than resorcinol is preferable. 

As alkyl resorcinol, for example, 5-methyl resorcinol, 
5-ethyl resorcinol, 5-propyl resorcinol, 5-n-buthyl 
resorcinol, 4,5-dimethyl resorcinol, 2,5-demethyl 
resorcinol, 4,5-diethyl resorcinol, 2,5-diethyl 
resorcinol, 4,5-dipropyl resorcinol, 2,5-dipropyl 
resorcinol, 4-methyl-5-ethyl resorcinol, 2-methyl-5- 
ethyl resorcinol, 2-methyl-5-propyl resorcinol, 2,4,5- 
ffl trimethyl resorcinol, 2 , 4 , 5 -t r iethy 1 resorcinol and the 

[\ like may be used. 

O 

Polyhydric phenol mixture produced by the dry 
distillation of the oil shale produced in Estonia is 
cheap and contains highly reactive alkyl resorcinols 
such as 5-methyl resorcinol in a large quantity so said 
polyhydric phenol mixture may be desirable for the 
present invention. 

[Aldehyde and/or aldehyde donor] 

Aldehyde and/or aldehyde donor is a compound or a 
mixture of compounds which produce aldehyde by 
decomposition. Said aldehyde or aldehyde donor is such 
as, formaldehyde, paraformaldehyde, trioxane, 
acetaldehyde, propionalde hy de, polyoxymethylene, 
chloral, hexamethy 1 enetetramine , fulfral, glyoxal, n- 
butylaldehyde, caproaldehyde, allylaldehyde, 
benzaldehyde , crotonaldehyde , acrolein , te t raoxymethy len 
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e , phenyl acet aldehyde , o-tolualdehyde , salicyl aldehyde 
and the like may be used singly or as a mixture of two 
or more kinds. 

[Ammonia and/or amine] 

Said phenolic compound and aldehyde and/or aldehyde 
donor are preferably condensated by using ammonia and or 
amine and said amine is such as, aliphatic primary 
amine such as methylamine, ethylamine, propylamine, 
butylamine, amylamine, hexylamine, heptylamine, 
octylamine, nonylamine, desylamine, undecylamine, 
dodecy 1 amine, tridecylamine, tetradecyl am i n e , 
pentadecy lamine , cetylamine and the like; aliphatic 
secondary amine such as dimethy lamine , diethy lamine , 
dipropylamine, diisopropylamine, dibutylamine, 
diamylamine and the like; aliphatic tertiary amine such 
as tr imethylamine , triethy lamine and the like; aliphatic 
unsaturated amine such as allylamine, diallylamine, 
trial ly lamine ; alicyclic amine such as cyclopropy lamine 
, cyclobuty lamine , eye lopenty lamine , eye lohexy lamine and 
the like; aromatic amine such as aniline, 
me t hy 1 a n i 1 i n e , d i m e t h y 1 a n i 1 i n e , ethylaniline, o- 
toluidine, m-toluidine, p-toiuidine , benzyiamine, 
dibenzylamine, tribenzylamine, diphenylamine, 
tripheny lamine , a -naphthy lamine , 0 -naphthy lamine and 
the like; monoethano lamine,. diethanolamine, 
triethanolamine; hexamethylenetetramine; pyridine and 
the like may be used singly or as a mixture of two or 
more kinds. 

Ammonia is one of the most preferable catalysts in the 
present invention. 

[ Sulf i me thy 1 at ion reagent ] 

Sul f imethy lation reagent used for sulf imethylation of 
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said phenolic resin is such as aliphatic or aromatic 
aldehyde alkaline metal sulf oxylate such as 
formaldehyde sodium sulf oxylate (Rongalit) , 
benzaldehyde soduim xylate and the like; alkaline metal 
or alkaline earth metal hydrosulfite (dithionite) such 
as sodium hydrosulfite, magnesium hydrosulfite and the 
like; alkyl sulfoxylate such as sodium ethy 1 sul foxy late 
and the like; hydroxy alkane sulfinate such as 
hydroxymethane sulfinate and the like may be used. 



[ Sulf omethy 1 at ion reagent ] 

t=e=? 

Sul f omethy lation reagent used for su 1 f omethy 1 at ion of 
Q said phenolic resin is such as water-soluble sulfite 

UJ produced by the reaction of sulfurous acid, bisulfurous 

Mi 

i V? acid or metabisulfurous acid and alkaline metal, 

ffi quaternary amine such as t r imethy 1 ami ne or quaternary 

* ammonium such as ben zy 1 tr imethy 1 ammon ium and the like; 

q or hydroxy alkane sulfonate such as hydroxymethanesu 1 f o 

nate produced by the raction of the above water-soluble 
sulfite and aldehyde may be used. 



i.fl 



[ Other components ] 



When said thermosetting resin is produced, if desired, 
the following other components may be added. Said 
other components are, for example, acidic curing agent: 
inorganic or organic acid such as hydrochloric acid, 
sulfuric acid, or thophosphor i c acid, boric acid, oxalic 
acid, formic acid, acetic acid, butyric acid, 
benzenesulfonic acid, phenol sul fonic acid, 
paratoluensulf onic acid, naph tha 1 ene - a -sulfonic acid, 
naphthalene- (3 -sulfonic acid and the like; organic ester 
such as dimethyl oxalate; acid anhydride such as maleic 
anhydride, phthalic anhydride and the like; ammonium 
salt such as ammonium chloride, ammonium sulfate, 
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ammonium nitrate, ammonium oxalate, ammonium acetate, 
ammonium phosphate, ammonium thiocyanate, ammonium 
imidosulfonate and the like; organic halide such as 
mono chloro acetic acid or its sodium salt, a ,a 
dichlorohydr in and the like; amine hydrocloride such as 
tr iethanolamine hydrocloride, aniline hydrocloride and 
the like; urea adduct such as urea salicylate adduct, 
urea stearate adduct, urea heptanoate adduct and the 
like; N-trimethyl taurine ; zinc chloride; ferric chloride 
and the like; 

alkaline curing agent: alkaline metal or alkaline earth 
metal hydroxide such as sodium hydroxide, potassium 
hydroxide, barium hydroxide, calcium hydroxide and the 
like; alkaline earth metal oxide such as lime; alkaline 
metal weak acid salt such as sodium carbonate, sodium 
hydrogensulf ite , sodium acetate, sodium phosphate and 
the like; or 

aldehyde or compound which produces aldehyde by 
decomposition such as formaldehyde, paraformaldehyde, 
trioxane, acetaldehyde, propionaldehyde, 
^ polyoxymethylene, chloral, hexamethylenetetramine, 

i fa 

(f5 . furfural, glyoxal, n - bu t hy 1 a 1 d ehy d e , c a p r oa 1 d ehy d e , 

' ( D al ly laldehyde , benza ldehyde , chrotona ldehyde , acrolein, 

tetraoxymethylene, phenyl acetaldehyde, o- to iua ldehyde, 
sal icy la ldehyde , me thy lolurea , methylated methylolurea, 
urea resin, methylolmelamine, methylated 
methy lolmelamine , alkylolated triazone derivative and 
the like may be used as a curing agent. 

If necessary, besides the above mentioned curing agent, 
the third component such as monohydric phenolic resin, 
polyhydric phenolic resin, urea resin, amino resin such 
as melamine resin; natural rubber or its derivatives; 
synthetic rubber such as sty rene-butadi ene rubber, 
aery lonitr i 1-butadiene rubber, chlorpprene rubber, 
ethylene-propylene rubber, isoprene rubber, isoprene- 
isobutylene rubber and the like; monopolymer or 
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copolymer of vinyl monomer such as v i n y 1 a c e t a t e , 
viny lpropionate , styrene, acryl ester, metacryl ester, 
acrylonitril, acrylic acid, metacrylic acid, maleic 
acid, vinylchloride, viny 1 idenech lor ide , vinyl pyridine 
and the like; emulsion, latex or water solution of 
various synthetic resins such as p o 1 y u r e t h a n e , 
polyamide, epoxy resin, butylal resin, polyethylene, 
polypropylene, vinylacetate-ethylene copolymer, 
chlorinated polyethylene, chlorinated polypropylene, 
polyester and the like; water-soluble polymer or 
natural gum such as polyviny lalcohol , sodium alginate, 
starch, starch derivatives, glue, gelatin, blood 
q powder, methyl cellulose, ca r boxyme t hy 1 cellulose, 

! 5 hydroxyethyl cellulose, polyacry late , polyacry lamide 

S and the like; the filler such as calcium carbonate, 

W talc, plaster, carbon black, wood powder, walnut powder, 

;V5 coconut shell flour, flour, rice flour and the like; 

'33 surface-active agent; higher fatty acid such as stearic 

" acid, palmitic acid and the like; higher alcohol such as 

□ palmityl alcohol, stearyl alcohol and the like; fatty 

^ ester such as butyryl stearate, glycerin monostearate 

tjfj and the like; fatty amide; natural wax such as carnauba 

; S wax or synthetic wax; the mold release agent such as 

paraffin, paraffin oil, silicone oil, silicone resin, 
fluorine resin, polyviny lalcohol , grease and the like; 
the low-boiling solvent such as hexane, butane, n- 
pentane, alcohol, ether, methylene chloride, carbon 
tetrachloride, chlorofluoromethane, 1,1,2-trichloro- 
1 , 1 , 2-trif luoromethane and the like; the compound which 
produces gas such as azodicarbon amide, 
dinitrosopen tame thy lenetetr amine , P , P 1 -oxybis(benzenesu 
lfonylhydrazide) , azobis-2 , 2 ' -( 2-methylpropanenitrile ) 
and the like; the material or compound which reacts 
with the acid curing agent producing carbonic acid gas, 
for example, sodium carbonate or bicarbonate, potassium 
carbonate or bicarbonate, ammonium carbonate or 
bicarbonate, calsium carbonate or bicarbonate; the 
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blowing agent such as thermoplastic expandable minute 
sphere which is micro-capsule of n-pentane, isopentane, 
butane, isobutane and the like; the hollow sphere such 
as silas balloon, pearlite, glass balloon, expanded 
glass, hollow ceramic and the like; the foamed body or 
the foamed sphere such as foamed polyethylene, foamed 
polystylene, foamed polypropylene and the like; the 
pigment, dye, the f 1 ame- r etardant , the flame-proof 
agent, insectifuge, the antioxidant agent, the 
ultraviolet absorber; DBP, DOP; the phthalate 
plasticizer such as dicyclohexyl phthalate; the 
plasticizer such as tricresyl phosphate and the like 
also may be added to denature the above thermosetting 
synthetic resin by co-condensation or mixing and the 
1 ike . 

[Production of thermosetting resin] 

Said thermosetting resin may be produced by the ordinary 
method. In the case where, said thermosetting resin is 
precondensat ion polymer of phenolic resin produced by 
condensation of phenolic compound and aldehyde and/or 
aldehyde donor by using ammonia and/or amine, said 
precondensation polymer can be produced by (a) 
condensation of monohydric phenol and/or polyhydric 
phenol and aldehyde and/or aldehyde donor by using 
ammonia and/or amine or (b) co-condensation of 
precondensation polymer A produced by condensation of 
monohydric phenol and aldehyde and/or aldehyde donor by 
using ammonia and/or amine and polyhydric phenol B 
and/or precondensation polymer C produced by 
condensation of polyhydric phenol and aldehyde and/or 
aldehyde donor. 

In the case of condensation (a) of monohydric phenol 
and/or polyhydric phenol and aldehyde and/or aldehyde 
donor, ordinarily 0.2 mol to 3 mol of aldehyde and/or 



-11- 



% » 



;Y3 



aldehyde donor is(are) added to 1 mol of monohydric 
phenol and 0.1 mol to 0.8 mol of aldehyde and/or 
aldehyde donor is(are) added to 1 mol of polyhydric 
phenol and if necessary, solvent, other component ( s ) , 
catalyst, and ammonia and/or amine are further added to 
react by heating at a liquid temperature in the range 
between 55 and 100 °C for 8 to 20 hours. In said 
reaction, aldehyde and/or aldehyde donor can be added 
at one time when the reaction starts or can be added 
divisionally or by continuous dropping. 

Preferably 0.001 to 20 % by weight, more preferably 
0.001 to 10 % by weight of ammonia and/or amine is added 
to said phenolic compound. By additional amount of 
said ammonia and/or amine, the temperature to start 
curing of the resulting pr econden sa t ion polymer of said 
thermosetting resin (the curing rate suddenly becomes 
large at this temperature) can be controlled. 

Q In the case of 2-step c o -condensation (b), said 

^ precondensation polymer (a) produced by the above 

,?5 mentioned method (a) and polyhydric phenol B and/or said 

'fl precondensation polymer C produced by the above 

mentioned method (c) are mixed together and if 
necessary, aldehyde and/or aldehyde donor, solvent, 
complexing agent, other component ( s ) , catalyst, and 
ammonia and/or amine are added and said mixture is 
reacted at a liquid temperature in the range between 60 
and 100°C for 1 to 10 hours. 

Preferably, total additional amount of polyhydric phenol 
is 0.01 mol to 3 mol for 1 mol of monohydric phenol and 
0.001 to 20 % by weight, more preferably, 0.01 to 15 % 
by weight of ammonia and/or amine is(are) added to said 
phenolic compound . 

Said complexing agent may be added for relaxation of the 



-12- 



reaction and said complexing agent is such as a 
compound having the ketone group or the amide group 
which can form a complex with the hydroxy group of said 
phenolic compound. Said compound is such as acetone, 
caprolactam, and the like and aceton is one of the most 
preferable complexing agents. Ordinarily, 0.4 mol to 
0.8 mol of said complexing agent is added to 1 mol of 
polyhydric phenol. Said complexing agent also may be 
added when said pr econden sat i on polymer C is produced. 

As a solvent, water is usually used. If necessary, one 
or more kinds of water-soluble or hydrophilic organic 
solvent may be used. The solvent is, for example, the 
alcohol group such as methanol, ethanol, n-propanol , 
isopropanol, n-butanol, isobutanol, s-butanol, t- 
butanol, n-amyl alcohol, isoamyl alcohol, n-hexanol, 
methylamyl alcohol, 2 - e t hy 1 bu t a n o 1 , n-heptanol, n- 
octanol, trimethy lnony 1 alcohol, cy c lohexanol , benzyl 
alcohol, fulfuryl alcohol, te t r ahy d rof u 1 f ur y 1 alcohol, 
abiethyl alcohol, diaceton alcohol and the like; the 
ketone group such as acetone, methy lacetone , 
methylethylketone, methyl-n-propylketone, methyl-n- 
buty 1 ketone , methy 1 i so butyl ketone , diethyl ketone, di-n- 
pr opy 1 ketone , d i i s o b u t y 1 k e t o n e , acetonyi aceton, 
methyloxide, cyclohexanone, methylcyclohexanone, 
acetophenone , camphoric and the like; glycol group such 
as ethy leneglycol , die thy leneg lycol , triethy leneglycol , 
propyleneglycol , t rime thy leneg ly col , poly ethy leneglycol 
and the like; the glycol ether group such as 
e t hy 1 e n e g 1 y c o 1 monomethyl ether, e t h y 1 e n e g 1 y c o 1 
monoethyl ether, e t h y 1 e n e g 1 y c o 1 isopropyl ether, 
diethyleneglycol monomethyl ether, triethyleneglycol 
monomethyl ether and the like; the glycol ester group or 
its derivatives such as e t hy 1 e n e g 1 y c o 1 diacetate, 
diethyleneglycol monoe thy 1 ethe r acetate and the like; 
the ether group such as 1,4-dioxane and the like; 
diethylcellsolve, diethylcarbitol, ethyllactate, 



-13- 



isopropyl lactate, diglycoldia£etate, dimethyl formamide 
and the like. 

Acetone and the like act as a solvent and a complexing 
agent of alky 1 resorcinol and bring a mild reaction. 

Further, in the case where su 1 f ome thy 1 a ted and/or 
su 1 f ime thy 1 a ted pr econdensat ion polymer of phenolic 
resin is used as a thermosetting resin, said 
precondensation polymer may be produced by 
sulf omethy lation and/or sul f imethy lation of phenolic 
compound and/or precondensation polymer by adding a 

q sul f omethy lation reagent and/or a su 1 f i me thy 1 a t i on 

~f reagent at any stage. 

W The sulf omethy lation reagent and/or the sul f imethy ration 

IVt reagent may be added at any stage before or during or 

;!G after condensation reaction of monohydric phenol and/or 

;* polyhydric phenol and aldehyde and/or aldehyde donor 

q and further the sulf omethylation reagent and/or the 

I™ sulf imethylation reagent may be added at any stage 

before or during or after co-condensation reaction of 
i*0 said precondensation polymer A and polyhydric phenol B 

and/or precondensation polymer C. 

Ordinarily, the total additional amount of the 
sulf omethy lation reagent and/or the s u 1 f ime t hy 1 a t i on 
reagent is in the range between 0.01 mol and 1.5 mol for 
1 mol of phenolic compound and the preferable total 
additional amount is in the range between 0.01 mol and 
0.8 mol to maintain a smooth curing property, a good 
physical property and the like of the resulting 
precondensation polymer . 

Said sulf omethy lated and/or sulf imethy lated 
precondensation polymer of phenolic resin has(have) a 
good stability in the solution so that said solution 
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does not produce phase separation and further has(have) 
a large curing speed. 



[Porous material] 



Porous material used in the present invention includes 
fiber material, foamed plastic having a connected cell 
structure, sintering material of plastic beads, and the 
1 ike . 

As fiber used in said fiber material, natural fiber such 

as cotton, linen, wool, silk, kenaf, coconut fiber, 
Q bamboo fiber; organic synthetic fiber such as polyamide 

~f fiber, polyester fiber, acrylic fiber, viscose fiber, 

□ acetate fiber, vi ny 1 ch lor ide fiber, vinyl idenechlor ide 

^ fiber and the like; inorganic fiber such as asbestos 

i^l fiber, glass fiber, carbon fiber, ceramic fiber, metal 

ffi fiber, whisker and the like; or reclaimed fiber which is 

produced by splitting of scraps of textile products 
CJ using the above fiber; mixture of two or more kinds of 

^1 fiber; or mixture of the above fiber and fiber having a 

/q low melting point such as polyester fiber, polypropylene 

! 0 fiber, polyethylene fiber, polyamide fiber and the like 

which have 200 °C or less melting point may be used. 



Said fiber material may be sheet such as non-woven 
fabric, felt, fabric, knitting, their laminated sheet 
and the like, and further said textile material may be 
textile piece, web, sliver, and the like. Powder of a 
heat sensitive polymer such as polyethylene powder, 
polyamide powder, po 1 y v i n y 1 i d e n e chloride powder, 
polyester powder having a low melting point and the 
like may desirably be added to said textile material. 

Said foamed plastic may be such as foamed polyurethane 
having a connected cell structure, foamed polyolefine 
such as foamed polyethylene, foamed polypropylene, 
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foamed polyvinylchloride, foamed polystyrene, foamed 
amino resin such as melamine resin and urea resin, 
foamed phenol resin and the like. In the case where 
said foamed plastic is used as material for the base of 
interior material, said foamed plastic may be usually 
provided in the shape of sheet but if desired, said 
foamed plastic may be provided in the shape of block, 
pellet and the like. 

[Manufacture of the material to be molded] 

To manufacture the material to be molded in the present 
invention, a solution of the precondensat ion polymer of 
said thermosetting resin is impregnated into said porous 
material. Well known methods such as the dipping 
method, the spraying method and the like are used as 
impregnating methods and said precondensat ion polymer 
solution is preferably foamed chemically and/or 
mechanically. In this case, said porous material is 
dipped in said foamed precondensat ion polymer solution 
with pressing to impregnate said foamed pr econdensa tion 
polymer solution into said porous material. 

In the case where said foamed pr econden sat ion polymer 
solution is used, dilution of said pr econdensation 
polymer solution with water or a solvent may not be 
necessary to control the impregnating amount so that 
drying time can be shortened by reducing water or a 
solvent in said porous material. 

To foam mechanically said p r e c o n d e n s a t i o n polymer 
solution, air is blown in said precondensation polymer 
solution or said precondensation polymer solution is 
agitated to mix air. Preferably, air is blown in said 
precondensation polymer solution with agitation and 
more preferably the foaming assistant, the foam 
stabilizer, and the like are added to said solution. 



As the foaming assistant, for example, the anionic 
surface-active agent such as a 1 k i 1 be n z e n s u 1 f o n a t e , 
alkilsulfate, fatty ester, alkilnaphthalenesulfonate, 
alkilsulfosuccinate, alkildiphenyletherdisulfonate, 
alki 1 phosphate , poly ox ye thy lenealki 1, alkilallyl sulfate 
, n a ph t h a 1 e n e s u 1 f o n i c acid-formalin condensate, 
polyoxyethy lenealki 1 phosphate , the special polycarbonate 
polymer surface-active agent and the like; the nonionic 
surface-active agent such as polyoxyethy lenealki lether , 
polyoxyethylenealkilallylether, polyoxyethy lene 
derivative, ox ye thy 1 enee thoxypropy 1 ene block copolymer , 
sorbitan fatty ester, po lyoxyethy 1 ene sorbitan fatty 
ester, polyoxyethy lene sorbitol fatty ester, glyceric 
fatty- ester, polyoxyethy lene fatty ester, 
polyoxyethy lene alkilamine, a 1 k i 1 a 1 kano 1 am i d e and the 
like; the cationic surface-active agent such as 
octadecylamineacetate, imidazoline derivative acetate, 
p o 1 y a 1 k y 1 e n e p o 1 y a m i n e derivative or its salt, 
octadecyltrimethylammoniumchloride , halogenated 
t rime thy 1 aminoethy lal ki 1 amide , alkilpyridiniumsulfate, 
halogenated a 1 k i 1 1 r i me thy 1 ammon ium and the like; yhe 
amphoteric surface-active agent; the silicone surface- 
active agent; the fluorine surface-active agent; the 
penetrating agent; natural fats and oils derivatives; 
the glycol group and the like may be used* As the foam 
stabilizer, water-soluble polymer such as polyacrylic 
acid, polymetacrylic acid, sodium or potassium 
polyacrylate or po 1 y m e t a c r y 1 a t e , po 1 y v i ny 1 a 1 coho 1 , 
polyvinylpyrrolidone, partial saponified 
po 1 y v i n y 1 a c e t a t e resin, c a r b o x y m e t h y 1 cellulose, 
hydroxyethyl cellulose and the like; the oil lubricant 
such as saccharides, stearic acid, zinc stearate, 
palmitic acid, long-chain fatty amide and the like may 
be used. Two or more kinds of foaming assistant or 
foam stabilizer may be used. 

To foam chemically said p r e c o n d e n s a t i o n polymer 
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solution, the blowing agent such as the foaming agent, 
for example, the inorganic compound such as sodium 
bicarbonate, sodium carbonate, ammonium bicarbonate, 
ammonium carbonate, azide and the like, the nitroso 
compound, the azo compound, the sulfonyl compound and 
the like are added in said pr econden sa t ion polymer 
solution and said solution is heated at a temperature 
higher than the decomposition temperature or the solvent 
having a low boiling point such as n-pentane, methanol, 
methylether, ethylether, methylenechloride, 
car bontet r ach lor ide , chlorof luoromethane and the like 
is added to said solution and said solution is heated 
at a temperature higher than the boiling point to foam 
said solution. In said chemical foaming, said 
precondensat ion polymer solution is preferably agitated 
and the foaming assistant, the foam stabilizer and the 
like are preferably added in said solution in the same 
way as the case of mechanical foaming. 

Further, said pr econdensation polymer solution is foamed 
by both said mechanical foaming and said chemical 
foaming at the same time. 

Ordinarily, the expansion ratio of said pr econdensation 
polymer solution is in the range between 0.8 and 50 
times, preferably 2 and 20 times and generally, when 
said porous material into which said precondensat ion 
polymer solution is impregnated has a low density, foams 
in said solution can be large while when said porous 
material has a high density, foams in said solution 
should preferably be fine. 

To impregnate said precondensat ion polymer solution into 
said porous material, said mechanically and/or 
chemically foamed solution may be put in a dipping tank 
and then said porous material may be dipped in said 
solution in said dipping tank and said porous material 
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to which said solution contact may be pressed by the 
squeeze roll, the press plate, and the like. Or said 
mechanically and/or chemically foamed precondensat ion 
polymer solution is supplied to one side or both side of 
said porous material just before pressing by said 
squeeze roll. In this case, if desired, two or more 
squeeze rolls may be arranged in series or in parallel. 

By said pressing process, said mechanically and/or 
chemically foamed precondensat ion polymer solution is 
impregnated into said porous material. 

Then s a id porous material impregnating said 
precondensation polymer solution is dried by heating and 
in this process, a condensation polymer of B-stage is 
produced from said precondensation polymer. To 
maintain said condensation polymer at. B-stage, the 
adding amount of the curing agent added to said 
precondensation polymer, the heating temperature, the 
heating time and the like should be adjusted and 
ordinarily, the heating temperature may be in the range 
between 40 and 170 °C / the heating time may be in the 
range between 0.1 and 5 hours. Ordinarily, heated air 
drying, infrared ray drying, radio-frequency drying and 
the like are applied in this drying process. 

As above mentioned, said precondensation polymer of said 
thermosetting resin impregnated in said porous material 
is maintained at B-stage so that said thermosetting 
resin in said porous material has a good stability and 
the resulting material to be molded has a long storage 
life and further as the water content of said 
thermosetting resin becomes small, the molding time is 
shortened and the puncture phenomenon by vapour would 
not arise. Further, after hot press molding of said 
nva terial to be molded, said thermosetting resin is 
completely cured so that the resulting molded material 
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has a good dimensional stability and heat resistance. 

In the case where phenolic resin produced by the 
condensation of phenolic compound and aldehyde and/or 
aldehyde donor by using ammonia and/or amine is used, 
the curing rate of said phenolic resin becomes suddenly 
large at a temperature higher than a fixed temperature, 
so that said material to be molded in which said 
precondensation polymer of B-stage of said phenolic 
resin is impregnated has a good stability below said 
fixed temperature and a high curing speed above said 
fixed temperature. Accordingly, said material to be 
molded has a long storage life at a temperature below 
said fixed temperature and said material to be molded 
may be cured in a shorter time by heating at a 
temperature higher than said fixed temperature. 

[ Molding ] 

Said material to be molded. in the present invention has 
a good moldability since said thermosetting resin of B- 
stage is impregnated in said material to be molded and 
ordinarily said material to be molded is molded by a hot 
press machine consisting of a lower moid part and an 
upper mold part having a desirable shape to be molded on 
their mold faces respectively. Temperature and time in 
said press process are settled such that said 
thermosetting resin of B-stage is completely cured and 
ordinarily press pressure is settled in the range 
between 1 and 10 kg/cm 2 . In said press process, if 
desired, said material to be molded may be laminated 
with other sheet(s) to manufacture a laminated sheet. 

The resulting molded material can be used especially as 
interior of the vehicle such as door-trim, a dash-board, 
head lining, flooring, an insulator hood, dash-inner, 
dash-outer, an engine under cover, trunk side-trim and 
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the like or building material. 



B. Molded material 

Molded material in the present invention consists of a 
base and said sheet material to be molded which is 
laminated partially or wholly to said base and molded in 
a desirable shape wherein said thermosetting resin in 
said material to be molded has been cured such that 
said material to be molded has hardened after the 
molding process. 

q Said b a se is selected from any materials having 

l O moldability and said base may include such as foamed 

q plastic, a particle board, a fiber board, felt, a 

Uj plastic sheet, non-woven fabric containing textile 

I7s having a low melting point, glass wool, asbestos, and 

ffi the like. 

Q Said foamed plastic may include such as foamed 

^ polyurethane, foamed polyolefin such as foamed 

]2 polyethylene, foamed polypropylene, and the like, foamed 

Ufl polyviny lchloride , foamed polystyrene, foamed melamine 

resin, foamed urea resin, foamed phenol resin and the 

like . 

To manufacture said molded material, as shown in Fig. 1, 
the first method comprises molding said base (11) in a 
desirable shape, molding said sheet material to be 
molded (12) and laminating said molded sheet material 
(12) to said molded base (11). 

To laminate said molded sheet material (12) to said 
molded base (11), an adhesive may be used or hot melting 
may be applied in the case of thermoplastic base. 

As shown in Fig. 2, the second method comprises putting 
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said sheet material to be molded (12a) on said base 
original (11a), and hot-pressing said sheet material 
(12A) and said base original (11a) by a hot press 
machine consisting of an upper mold part (13) and a 
lower mold part (14) having a desirable shape to be 
molded in their mold faces respectively* If desired, a 
hot-melt sheet, an adhesive made of such as natural 
resin, natural rubber, synthetic resin, synthetic 
rubber and the like may be inserted between said sheet 
materials (12a) and said base original (11a) depending 
on the material of said base original (11a). 

□ As shown in Fig. 3, the third method comprising molding 

s fi said sheet material to be molded in a desirable shape, 

== 
:3jft= 

M setting said molded and hardened sheet material (12) on 

W the mold face (151) of a mold machine (15) and 

l7| injecting an expandable liquid resin R into said mold 

ffl machine (15) through an injecting gate (152) to foam and 

!^ cure said expandable liquid resin R. 

Said expandable liquid resin R may include expandable 
i; f| polyurethane resin, expandable ' polyolef in resin such as 

"■0 expandable polyethylene, expandable polypropylene, and 

the like, expandable p o 1 y v i n y 1 c h 1 o r i d e resin, 
expandable polystyrene resin, expandable melamine 
resin, expandable urea resin, expandable phenol resin, 
and the like. 

The resulting molded material of the present invention 
is manufactured as above mentioned and can be used as a 
wall sheet, a bed pad and the like, a cushion of a 
seat, a sofa, and the like, interior material, and the 
like. 

The hardened sheet made of said sheet material to be 
molded is laminated to said base in said molded 
material in the present invention and as said sheet 
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material has a much better moldability than ordinary 
textile sheet so that said molded material can be molded 
in any desirable shapes. 

C. Interior Material 



Interior material of the present invention consists of a 
base made of said material to be molded wherein said 
thermosetting resin in said material is cured and a 
surface layer as trim cover laminated to said base. 

Said surface layer may be such as artificial leather, 
leather," textiles, knitting, non-woven fabric or layered 
material of said leathers and fabrics with foamed 
plastic such as foamed polyurethane, foamed 
polyethylene, foamed polypropylene, foamed polystylene, 
foamed polyvinyl chloride . 

Said surface layer is laminated to said base by an 
q adhesive. Said adhesive. can be any of the ordinary 

^ adhesives such as acrylic-type, synthe t ic- rubbe r type, 

; ==h elastomer-type, vinylacetate-type, vinyl chloride -type , 

■S urearesin-type, melamineresin-type, phenolicresin-type, 

epoxy resin- type , and the like. Said adhesive is 
provided in solution or emulsion. 

Further, hot-melt type adhesive may be used for the 
adhesive layer. Said hot-melt type adhesive may be 
single or mixture of two or more kinds of polyolef in 
resin such as polyethylene, polypropylene, ethylene- 
viny 1 acetate copolymer , ethylene- ethyl aery late copolymer 
and the like, modified polyolef in resin, polyrethane 
resin, polyester resin, or polyamide resin. 

Said hot melt adhesive includes solution-type adhesive, 
emulsion-type adhesive, and d i spe r s ion - type adhesive 
wherein hot melt adhesive powder is dispersed in water. 
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It is preferable that said adhesive layer is dotted on 
said base and/or said surface layer in lamination 
interface* In this case, the molded shape of said 
interior material and emboss design of the surface of 
said interior material may not be harmed by the rigidity 
of said adhesive layer dotted in lamination interface 
such that molded shape and emboss design of said molded 
material become sharp. Further in the case where said 
surface layer has gas permeability, said adhesive layer 
also has gas permeability resulting in an interior 
material having a good sound proof property. 

B To dot said adhesive layer on the surface(s) of said 

!Z base and/or said surface layer, the spray coating 

ijy method, the relief printing method, the silk screen 
printing method, the masking method, and the like may 

ro be applied. In said masking method, the adhesive is 

f coated on the surface(s) of said base and/or said 

r=s surface layer which is covered by a masking sheet and by 

I— using the spray method, the knife coater, the roll 

if coater, the flow coater and the like, said masking sheet 

:jj is peeled from said surface(s). 

One of the most desirable methods to dot the adhesive 
layer on the surface(s) of said base and/or said surface 
layer is to spray a dispersion of hot-melt type 
adhesive powder to said surface(s). 

Ordinarily, said hot-melt type adhesive powder used in 
said dispersion has a size in the range between 20 and 
400 mesh and said hot-melt type adhesive powder is 
dispersed in water in the amount of between 5 and 60 % 
by weight. One or more kinds of thickener such as 
methylcellulose, methoxycellulose, ethycellulose, 
ethoxyce 1 lulose , car boxymethy lcel lulose , and the like, 
one or more kinds of surface-active agent such as the 
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anionic surface-active agent such as higher alcohol- 
sulfate (Na salt or amine salt), a 1 ky 1 a r y 1 su 1 f o n i c 
cloride ( Na salt or amine salt), a 1 ky 1 naphtha 1 enesu 1 f on 
ate ( Na salt or amine salt), a 1 ky 1 naphtha 1 enesu 1 fona te 
condensation, alkyl phosphate, dialkylsulfosuccinate, 
rosin soap, fatty ester ( Na salt or amine salt), and the 
like, the nonipnic s u r f a c e - a c t i v e agent such as 
polyoxyethylene alkylether, polyoxyethylene 
alkylphenolether, polyoxyethylene alkylester, 
polyoxyethylene alkylamine, polyoxyethylene 
a 1 ky 1 o 1 ami ne , polyoxyethylene alkylamide, sorbitan 
alkylester, polyoxyethylene sorbitan alkylester, and the 
like, the cationic s u r f a c e - a c t i v e agent such as 
octadecyl ami neace tate , imidazoline derivative acetate, 
polyalkylene polyamine derivatives or salt thereof, 
octadecyl trimethyl ammonium chloride, trimethyl 
aminoethyl alkylamide halogenide, alky lpyridinium 
sulfate, a 1 ky 1 1 r i me thy 1 ammonium halogenide and the 
like, can be added to said water. Using the thickener 
having spinnability is much more appropriate as a 
despersing agent. Said thickener having spinnability 
may be alkaline metal - sodium, potassium, lithium and 
the like - salt of polyacrylic acid, polymethacryl acid, 
alginic acid, and the like, water-soluble synthetic 
polymer such as polyethy leneoxide , plant mucilage such 
as Hibiscus manihot L . , gluten, velvet mallow, Hydrangea 
paniculata sieb., and the like. Especially polyacrylic 
sodium is desirable as a thickener. 

Ordinarily said thickener having spinnability is added 
in the amount such that the viscosity of said 
dispersion of said hot-melt type adhesive powder 
becomes between 50 and 1 0 0 0 0 cps / 2 5°C depending on the 
molecular weight of said thickener. For instance, in 
the case where polysodium acrylate having a viscosity 
average polymerization degree about 38000 is used, said 
polysodium acrylate may be added in the amount in the 
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range between about 0.01 and about 1.0 % by weight. 

Further, for example, polyethylene, polypropylene, 
ethylene-propyl ene copolymer, ethylene-vinyl acetate 
copolymer, vinylchloride resin, vinylidene chloride 
resin, styrene resin, vinylacetate resin, fluorine 
resin, thermoplastic acrylic resin, thermoplastic 
polyester, ethermoplastic polyamide, thermoplastic 
urethane resin, thermosetting resin such as epoxy 
resin, melamine resin, urea formaldehyde resin, 
phenolic resin, resorcinol resin, alky 1 resorcinol 
resin and the like, synthetic resin emulsion such as 
acrylonitrile-butadiene copolymer, styrene-butadiene 
copolymer , aery lonitri le-butadiene -styrene copolymer and 
the like, and synthetic rubber, elastomer powder and 
elastomer emulsion such as acrylic rubber, butyl rubber, 
silicone rubber, urethan rubber, fluorinated rubber, 
polysulfide rubber, graft rubber, butadiene rubber, 
isoprane rubber, chloroprene rubber, po 1 y i s obu t y 1 ene 
rubber, polybutene rubber, i sobu t ene - i s opr en e rubber, 
acrylate-butadiene rubber, styrene-butadiene rubber, 
acrylonitri le-butadiene rubber, pyridiene-butadiene 
rubber, styrene-isoprene' rubber, acrylonitri le- 
chloroprene rubber, styrene-chloroprane rubber, 
copolymer such as sty rene-butadiene-styrene copolymer, 
styrene-isoprene-styrene copolymer, styrene-hydrogen 
addition polyolef in-styrene c op olymer, and block 
copolymer such as butadiene-sty rene block copolymer, 
styrene rubber-intermediate block styrene copolymer and 
the like may be added to said dispersion of hot-melt 
type adhesive powder. Furthermore, if necessary, a 
filler such as calcium carbonate, talc, gypsum, carbon 
black, wood powder, walnut powder, coconuts husks, a 
thickener, a pigment, dye, a fire retardant, a flame 
retardant, an insect repellent, antiseptic, an 
antioxidant, an UV absorber, fluorescent dye, a surface 
active agent, a blowing agent, a softener and a water 
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repellent agent such as paraffin, wax, silicone and the 
like, or a release agent, a plasticizer and the like may 
be added to said dispersion of hot-melt type adhesive 
powder . 

In the case where said dispersion of said hot-melt type 
adhesive powder is sprayed on the surface(s) of said 
base and/or said surface layer, said base and/or said 
surface layer is(are) preferably sucked from the back 
side to attract said hot-melt type adhesive powder on 
said base and/or said surface layer, avoiding 
rebounding of said hot-melt type adhesive powder on the 
surface(s) of said base and/or sai;^ surface layer. 
Ordinarily, the coating amount of said dispersion of 
said hot-melt type adhesive powder is in the range 
between 5 and 100 g/m 2 as a solid. In the case where 
said thickener having spinnability is used, said 
dispersion of said hot-melt type adhesive possesses the 
structural viscosity showing spinnability such that 
when said dispersion is sprayed, said dispersion does 
not make mist but make small lumps to attach to the 
surface(s) of said base and/or said surface layer. 
Said small lumps of said dispersion does not go into 
naps but attaches to the surface of naps if the 
surface(s) of said base or said surface layer has(have) 
naps. Accordingly, said hot-melt type adhesive powder 
is effectively attached on the sur.face(s) of said base 
and/or said surface layer. 

Said dispersion of said hot-melt type adhesive powder is 
sprayed on the surface(s) of said base and/or said 
surface layer as above mentioned and then said base 
and/or said surface layer is(are) heated to dry and 
melted hot-melt type adhesive powder attaches to the 
surface(s) of said base and/or said surface layer. The 
temperature of said heating process is higher than the 
melting point of said hot-melt type adhesive and 
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ordinarily in the range between 100 and 2 0 0 °C and 
heating time may be 5 seconds to 5 minutes. 

Said surface layer (trim cover) is laminated on the 
surface of said base by said adhesive layer, and in the 
case where said adhesive is a solution-type adhesive or 
an emu 1 s ion - type adhesive, said base and said surface 
layer are attached together before said adhesive 
completely drys or in the case where said adhesive is a 
hot-melt type adhesive, said base and said surface 
layer are attached together after said hot-melt type 
adhesive is softened by heating. 

]g The molding process may be carried out both before or 

;F simultaneously with or after lamination of said base and 

?J said surface layer. 

JLi 

J: In a case where said surface layer (trim cover) has gas 

permeability and the molding process is carried out 

^ after lamination of said base and said surface layer, 

air contained in said base or gas generated from 

0 synthetic resin contained in .said base (for instance 

0 

p form aldehyde gas from phenol resin, carbonic acid gas 

or aqueous vapour from po 1 y i s ocy a n a t e ) is exhausted 
smoothly through the dotted adhesive layer to outside 
to avoid puncture phenomenone of the resulting interior 
material and to solve the problem of smell of remaining 
gas in said interior material. 



Said interior material can be used in various fields 
such as interior material of a trunk room of the 
automobile, interior material of a dash board of the 
automobile and the like. In the case where said base 
and said surface layer are laminated together by the 
dotted adhesive layer, the rigidity of said adhesive 
layer does not effect on the molded shape or emboss 
design of said interior material such that molded shape 
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and emboss design of said interior material may become 
sharp. Further, said dotted adhesive layer has gas 
permeability when said surface layer has gas 
permeability, and the resulting interior material has a 
good sound proof property. 

BRIEF DESCRIPTION OF THE DRAWINGS 



Fig. 1 is a drawing to illustrate the manufacturing 
process of the molded material of an embodiment of the 
present invention . 

Fig. 2 is a drawing to illustrate the manufacturing 
process of the molded material of another embodiment of 
the present invention. 

Fig. 3 is a drawing to illustrate the manufacturing 
process of the molded material of further embodiment of 
the present invention. 

Fig. 4 is a drawing to illustrate the manufacturing 
process of the material to be molded of an embodiment of 
the present invention. 

Fig. 5 is a drawing to illustrate the molding process of 
the material to be molded of another embodiment of the 
present invention. 

Fig. 6 is a perspective view of a molded product (head 
lining of the automobile) made of the material to be 
molded in the present invention. 

Fig. 7 is a drawing to illustrate the forming process of 
the adhesive layer on the surface layer. 

Fig. 8 is a side sectional view of the surface layer. 
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Fig. 9 is a drawing to illustrate the manufacturing 
process of the interior material of an embodiment. 

Fig. 10 is a side sectional view of the interior 
material (trunk room interior material). 

Fig. 11 is a perspective view of the back side of the 
surface layer. 

Fig. 12 is a drawing to illustrate the pressing process 
to laminate the surface layer to the base. 

p Fig. 13 is a side sectional view of the interior 

^ material (dash board). 

W EXAMPLES 

t _ 2 

fi3 The following examples are to illustrate the present 

^ invention more concretely but these examples do not 

p limit to the scope of the present invention. 

ijj [ EXAMPLE 1] 

'0 

0.5 % by weight of laury ldimethy iamine oxide is added to 
50 % by weight of aqueous solution of the 
p r e c o n d e n s a t i o n polymer of a 1 k y 1 r e s o r c i n o 1 and 
formaldehyde to dissolve said laury ldimethyamine oxide 
in said aqueous solution. Said aqueous solution S is 
put in a foaming tank (21) as shown in Fig. 4. Said 
aqueous solution S in said foaming tank (21) is agitated 
with an agitator (22) and the air is blown into said 
aqueous solution from an air nozzle (23) to mechanically 
foam said aqueous solution. The expansion ratio of 
said aqueous solution is about 8 times in this case. 

Said foamed aqueous solution S is then transferred to a 
dipping tank (26) through an exhaust pipe (25) by 
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opening a valve (24). The porous material (211) is a 
needling non-woven fabric of the mixture of polyester 
fiber and bamboo fiber (6 : 4 weight ratio) and the 
weight of said needling non-woven fabric is 500 g/m 2 . 
Said porous material (211) is dipped in said foamed 
aqueous solution S in said dipping tank (26) through 
guide rolls (27A, 27B, 27C, 27D) to contact said foamed 
aqueous solution S to said porous material (211). Said 
porous material (211) is then pressed by a squeezing 
roll (28) to impregnate said foamed aqueous solution in 
said porous material (211). 

q Said porous material impregnating said aqueous solution 

B S is then put in a drying chamber (29) to heat and dry 

X said porous material by hot air at 80°C for 10 minutes 

\j3 and said a 1 ky 1 r e so r c i no 1 f o r ma 1 dehy d e precondensation 

polymer impregnated in said porous material (211) is 
iB slightly condensated to make it at B-stage. After 

j a heating and drying, the impregnating amount of said 

q precondensation polymer in. said porous material is 15 % 

^ by weight . . 

L S After heating and drying, the resulting material to be 

molded (211) is cut in a desirable size by a cutter 
(210) and set together with a surface layer (212) in a 
hot press machine (215) consisting of an upper mold part 
(215A) and a lower mold part (215B) as shown in Fig. 5. 
Said surface layer (212) (trim cover) is made of a 
needling non-woven of polypropylene fiber and a 
polyethylene film (213) is laminated on the back side 
of said surface layer (212). 

Said material to be molded (211) is hot-pressed by said 
hot-press machine (215) and at the same time said 
surface layer (212) is laminated on said material (211) 
intermediating said polyethylene film (213). In said 
hot press process, press temperature is 180 °C , press 
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pressure is 3 kg/cm 2 , press time is 0.5 minutes. 

As above mentioned, a head lining (214) of the 
automobile is molded, as shown in Fig. 6. 

[ EXAMPLE 2] 

1 % by weight of sodium laury lsulf ate , 0.2 % by weight 
of titanium dioxide, 0.5 % by weight of 
polyviny lalcohol , and 4 % by weight of hexamethy lenetet 
ramine as a curing agent are added to 40 % by weight of 
an aqueous solution of a pr econden sa t ion polymer of 
q phenol and alkylresorcinol (1 : 2 mol ratio) and 

! |J formaldehyde. Said aqueous solution is put in the 

Q foaming tank (21) as shown in Fig. 4 and the air is 

W blown from the air nozzle (23) into said aqueous 

l7j solution in said foaming tank (21) with agitation by 

fflJ the agitator (22) to foam said aqueous solution. In 

" this case, expansion ratio of said aqueous solution is 

Q 3 times. 

t % Said foamed aqueous solution is impregnated in a foamed 

! B polyurethane sheet as a porous material by the same 

procedure as EXAMPLE i and said foamed polyurethane 
sheet is then heated to dry by hot air at 60°C for 5 
minutes and said precocondensation polymer impregnated 
in said foamed polyurethane sheet is slightly 
condensated to make it at B-stage. After heating and 
drying, the impregnating amount of said cocondensat ion 
polymer of B-stage in said foamed polyurethane sheet is 
15 % by weight. 

The resulting material to be molded is hot-pressed at 
200 °C for 1 minute and a molded material having a good 
rigidity is manufactured. 

[EXAMPLE 3] 
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0.5 % by weight of laury Idimethy lamine oxide is added to 
65 % by weight of a p r e c o c o n d e n s a t i o n polymer of 
phenol-alkyl resorcinol-f ormaldehyde to dissolve in said 
aqueous solution and said aqueous solution is put in 
the foaming tank (21) as shown in Fig. 4. In said 
foaming tank (21), the air is blown through the air 
nozzle (23) into said aqueous solution S with agitation 
by the agitator (22) and said aqeuous solution S is 
foamed. In this case, the expansion ratio of said 
aqueous solution is 6 times. 

Said foamed aqueous solution is impregnated in the same 
porous material (211) as EXAMPLE 1, by the same 
procedure as EXAMPLE 1 and said porous material (211) 
impregnating said aqueous solution is heated to dry by 
hot air at 80°C for 5 minutes to slightly condensate 
said precocondenstaion polymer impregnated in said 
porous material (211) to make it at B-stage. The 
impregnating amount of said, cocondensation polymer of 
B-stage is 20 % by weight for said porous material 
(211) . 

After heating and drying, the resulting molded material 
(211) is cut in a desirable size by the cutter (210) and 
hot-pressed by the same procedure as EXAMPLE 1 
excepting that the press temperature is settled at 200°C 

Thus a head lining of the automobile (214) is 
manufactured as shown in Fig. 6. 

[EXAMPLE OF PRODUCTION 1] 

1 mol of phenol (94g), 2 mols of formaldehyde (37 % by 
weight aqueous solution) (162g), 0.1 mols of sodium 
hydroxide ( 4g ) , and 0.3 mols of sodium sulfite (37. 8g) 
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were put in a reactor equipped with a thermometer, a 
condenser, and an agitator and said mixture was reacted 
at 70 °C for 5 hours with agitation. Then, 0.02g of 
triethanol amine was added and further said mixture was 
reacted at 90 °C for 0.5 hours to produce a 
precondensation polymer A. 

[EXAMPLE OF PRODUCTION 2] 

A precondensation polymer B was produced by the same 
method as EXAMPLE OF PRODUCTION 1 excepting that O.lg 
of triethanol amine was added. 

' s tsJ 

■fi [EXAMPLE OF PRODUCTION 3] 

aj A precondensation polymer C was produced by the same 

method as EXAMPLE OF PRODUCTION excepting that 0.5g of 
135 triethanol amine was added. 

h [COMPARISON OF PRODUCTION 1] 

[% 1 mol of phenol (94g), 2 mol of formaldehyde (37 % by 

y3 weight aqueous solution) (162g) and 0.1 mol of sodium 

hydroxide (4g) were put in the same reactor as EXAMPLE 
OF PRODUCTION 1 and said mixture was reacted at 70°C for 
5 hours with agitation and then reacted at 90°C for 0.5 
hours to produce a precondensation polymer D. 

[TEST 1] 

Storage stability, dilution ability with water, and a 
curing ratio were detected about precondensation polymer 
A, B, C and D produced in EXAMPLE OF PRODUCTION 1 to 3 
and COMPARISON OF PRODUCTION 1. 

Storage stability: 

Each precondensation polymer solution was kept in a hot 
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air circulation-type thermostat at 30 °C / and change of 
its viscosity was measured with the passage of time. 

Dilution ability with water: 

Each precondensation polymer solution was kept in said 
hot air ci rculation- type thermostat at 30°C for 60 days 
and 5g of said precondensation polymer solution was 
sampled after 60 days and each sample was diluted with 
water to determine dilution times when white turbidity 
was generated in said diluted sample. 

Curing ratio: 

Each precondensation polymer solution was impregnated to 
a filter paper just after said precondensation polymer 
solution was produced and the weight of said 
precondensation polymer impregnated in said filter 
paper was measured. Then said filter paper was hot- 
pressed at 50 °C , 80°C ,120 °C , 150 °C and 200°C for 1 
minute. Said hot-pressed filter paper was then 
immersed in a boiling water at 95 to 100 °C for 30 
minutes and then said filter paper was dried at 30°C for 
24 hours to measure the weight of said precondensation 
polymer remaining in said filter paper. A curing ratio 
is calculated by the following expression. 

Curing ratio = ( the weight of precondensation polymer 
after boiling / the weight of precondensation polymer 
before boiling)x 100 (%) 

The results are shown in Table 1. 



[Table 1] 



Precondensation polymer 



B 



D 



Storage 
stabi lity 
(cps/30 °C ) 



immediately after 
5 days later 
10 days later 
20 days later 
30 days later 
60 days later 



440 
445 
445 
450 
460 
490 



455 
450 
460 
470 
475 
500 



450 
450 
460 
480 
490 
520 



400 
480 
1010 
6800 
35000 
gelation 



Di lution 
ability with 
water 

( times ) 



immediately after 
5 days later 
10 days later 
20 days later 
30 days later 
60 days later 



oo 

CO 

oo 
oo 
oo 

CO 



oo 
oo 
oo 
oo 
oo 
oo 



oo 
oo 
oo 
oo 



oo 
oo 
oo 
20 
2 



Curing ratio 

(%) 



5 0°C 
80°C 
120°C 
150°C 
200°C 



0 
5 
15 
90 
100 



0 
10 
85 
95 
100 



2 
90 
95 
100 
100 



35 
40 
70 
85 
100 



As shown in Table 1, precondensation polymers produced 
in EXAMPLES OF PRODUCTION 1 to 3 have a good storage 
stability and dilution ability with water and a sharp 
curing property respectively. Further the curing 
temperature can be controlled by the adding amount of 
amine and it is recognized that said precondensation 
polymers cure at a lower temperature than said 
precondensation polymer produced in COMPARISON 1. 
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[ EXAMPLE 4] 



1 mol of phenol (94g), 1.5 mol of formaldehyde (37 % by 
weight aqueous solution )( 121 • 5g ) , and 0.1 mol of sodium 
hydroxide ( 4g ) were put in the same reactor as used in 
EXAMPLE OF PRODUCTION 1 to react said mixture at 60°C 
for 2 hours with agitation. Then, 0.05 mol of Rongalit 
<7.7g), 0.1 mol of alkylresorcinol (148g) and 
ethylamine (3g) were added to said mixture and said 
mixture was further reacted at 95 °C for 3 hours to 
produce a precondensa t ion polymer E. 

The resulting pr econden sat ion polymer E was impregnated 
in a glass wool mat (weight: 1000g/m 2 ) wherein the 
solid content of said pr econdensation polymer E in said 
glass wool mat was 20 % by weight and said glass mat 
impregnating said pr econdensation polymer E was heated 
to dry at 80 °C for 10 minutes such that said 
precondensat ion polymer E. was slightly condensated to 
make it at B-stage. After 5 to 60 days, said glass 
wool mat impregnating said precondensat ion polymer E of 
B-stage was hot-pressed at 150 to 200°C for 3 minutes 
to obtain a molding mat having a thickness of 5 cm, a 
specific gravity of 0.02 and the state of said molded 
glass wool mat was examined. The results are shown in 
Table 2. 

[COMPARISON 1] 

1 mol of phenol (94g), 1.5 mol of formaldehyde (37 % by 
weight aqueous solution )( 121 . 5g ) and 0.1 mol of sodium 
hydroxyde ( 4g ) were put in the same reactor as used in 
EXAMPLE OF PRODUCTION 1 to react said mixture at 60 °C 
for 2 hours and then at 95 °C for 3 hours with 
agitation and a precondensat ion polymer F was produced. 



% • 



The resulting pr econdensation polymer F was impregnated 
in a glass wool mat similarly to EXAMPLE 4 and said 
glass wool mat was hot-pressed. The state of the 
resulting molded material was examined and the results 
are shown in Table 2. 

[Table 2] 





Molding condition 


Pressing 




Passage 


E 


F 


conditions 




of time 








5 


days 


later 


O 


X x 


150 °C x 


10 


days 


later 


o 


X X 


3 minutes 


20 


days 


later 


o 


X X 




40 


days 


later 


o 


X 




60 


days 


later 


o 


X 




5 


days 


later 


o 


o 


180 °C X 


10 


days 


later 


• o 


o 


3 minutes 


20 


days 


later 


o 


A 




40 


days 


later 


o 


X 




60 


days 


later 


o 


X 




5 


days 


later 


o , 


o 


2 00 °C x 


10 


days 


later 


o 


A 


3 minutes 


20 


days 


later 


o 


A 




40 


days 


later 


o 


X 




60 


days 


later 


o 


X 



O : Molding is wholly good and thermosetting resin in 
the molded material is sufficiently cured during 
molding . 



-38- 



A : Defective molding parts are partially observed. 

X : Thermosetting resin may be cured during molding but 
defective molding parts are wholly observed and 
thickness of the resulting molded material is more 
than 5 cm. 

X X : Thermosetting resin may not be cured during 
molding and molding is impossible. 

As shown in Table 2, said precondensation polymer of 
EXAMPLE 4 shows a good curing property after a long 
□ storage while said precondensation polymer of 

5 COMPARISON 1 gradually cures with the passage of time 

such that adhesiveness of said glass wool is not enough 
and defect of molding is resulted. 

[EXAMPLE 5] 

A mixture of 1 mol of. phenol (94g), 2 mol of 
formaldehyde (37% by weight aqueous solution )( 162g ) , 
0.05 mol of sodium hydroxide ('2g ) and 0.2 mol of sodium 
metabisulf i te (38g) were reacted at 75°C for 6 hours in 
the same reactor as used in EXAMPLE OF PRODUCTION 1. 
90g of said reacted mixture, 1 mol of phenol (94g), 2 
mol of formaldehyde (37% by weight aqueous solution) 
(162g) and 0.01 mol of sodium hydroxide (0.4g) and 
further 0.03 mol of ammonia (25% by weight of aqueous 
solution )( 2g ) were mixed to react at 70°C for 10 hours. 
Then 0.06 mol of 5 -methyl resorcinol (7.5g) was added 
to said reacted mixture. Said mixture was further 
reacted at 90 °C for 1 hour to produce a precondensation 
polymer G. 

The resulting precondensation polymer G was impregnated 
in a non-woven fabric of 100 % by weight of polyester 
fiber (weight: 1 0 0 g / m 2 ) wherein the impregnating 



-39- 



■ fx 



amount of said precondensation polymer G was adjusted 
to be 15% by weight as a solid and then said non-woven 
fabric impregnating said precondensation polymer G was 
heated to dry at 9 0 °C for 3 minutes to slightly 
condensate said precondensation polymer to make it at 
B-stage. Said sheet was hot-pressed at 120°C for 1 
minute to mold a molded material having a thickness of 
10mm and a specific gravity of 0.01. Said molded 
material has a good moldability. 

[ EXAMPLE 6 ] 

2 parts by weight of hexamethy 1 enetet r ami ne , 5 parts by 
weight of a thermoplastic expandable forming agent which 
is a microcapsule of isobutane, 2 parts by weight of 
paraffin wax and 8 parts by weight of antimony oxide 
were added to said precondensation polymer G produced 
in EXAMPLE 5 and said mixture was agitated to prepare a 
uniform mixture. The resulting mixture was coated on a 
fiber sheet (hemp fiber/k.enaf fiber/reclaimed fiber = 
1/1/1 weight ratio) adjusting a coating amount to be 
20% by weight as a solid. After coating, said fiber 
sheet was heated to dry at 70 °C for 5 minutes to 
condensate slightly said precondensation polymer coated 
on said fiber sheet to make it at B-stage. The 
resulting fiber was put on a polyester film as a 
surface layer intermediating a vinylacetate-ethylene 
copolymer film (melting point:85 °C ) and molded by hot- 
press at 140 °C for 1 minute to manufacture a molded 
material having a high rigidity. 

[EXAMPLE 7] 

Said precondensation polymer C produced in EXAMPLE OF 
PRODUCTION 3 was sprayed on a sheet which was a felt of 
reclaimed polyester fiber (weight 1500g/nrf ) adjusting a 
coating amount to be 20% by weight as a solid. After 
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coating, said sheet was heated to dry at 60 °C for 5 
minutes to condensate slightly said precondensation 
polymer C to make it at B-stage. The resulting sheet 
was hot-pressed at 80°C for 6 minutes to manufacture a 
molded material having a thickness of 2mm and a specific 
gravity of 0.1 and a high rigidity. 

[EXAMPLE 8] 

A mixture of 1 mol of phenol, 2.5 mol of formaldehyde 
(37% by weight aqueous solution), 0.1 mol of sodium 
hydroxide, and 0.1 mol of sodium sulfite were reacted at 
100 °C for 2 hours to produce a sulfomethylated 
monohydric phenol -formaldehyde precondensation polymer 
H . 



Said precondensation polymer H was impregnated in a non- 
woven fabric sheet consisting of 80% by weight of 
polyester and 20% by weight of polyamide ( weight =1 0 Og/m 
2 ) adjusting the impregnating amount to be 15% by 
weight as a solid. Said non-woven fabric sheet 
impregnating said precondensation polymer H was heated 
■fl to dry at 100 °C for 10 minutes to condensate slightly 

said precondensation polymer H to make it at B-stage. 

The resulting sheet material to be molded was put on a 
foamed melamine resin ( expansion rat io : 5 times) and 
hot-pressed at 180 °C for 3 minutes. The resulting 
molded sheet material (cured sheet material) had a good 
adhesiveness, moldability and a high rigidity. 



[EXAMPLE 9] 



0.3 mol of 5-methylresorcinol was added to said 
sulfomethylated monohydricphenol-aldehyde 
precondensation polymer H of EXAMPLE 8. Said mixture 
was reacted at 100 °C for 0.5 hours to produce a 



-41- 



% • 



sulf omethylation monohydr i cpheno 1 -po lyhydricphenol- 
aldehyde precondensat ion polymer I. 

Said precondensat ion polymer I was impregnated in a 
fabric sheet consisting of 90% by weight of acrylic 
fiber and 10% by weight of carbon fiber (weight = 50g/nf 
) adjusting an impregnating amount to be 30% by weight 
as a solid and then said fabric sheet impregnating said 
precondensat ion polymer I was heated at 100°C for 10 
minutes to condensate slightly said pr econdensation 
polymer I impregnated in said fabric sheet to make it at 
B-stage. 

On the other hand, a wooden foam sheet consisting of 100 
parts by weight of wood flake, 20 parts by weight of 
resol-type phenol resin and 7 parts by weight of a micro 
capsule-type foaming agent was manufactured. 

Said fabric sheet impregnating precondensat ion polymer I 
of B-stage was put on said wooden foam sheet to be hot- 
pressed at 200°C for 1 minute. A molded laminating 
sheet material manufactured has a high rigidity wherein 
said fabric sheet impregnating cured condensation 
polymer has a good adhesiveness to said wooden foam 
sheet and has a good moldability. 

[COMPARISON 2] 

The same fabric sheet as used in EXAMPLE 9 excepting 
that said pr econd en sa t ion polymer was not impregnated 
was put on the same wooden foam sheet and hot-pressed 
in the same conditions as applied in EXAMPLE 9. In the 
resulting molded sheet material, said fabric sheet had 
a poor adhesiveness and peeled partially from said 
wooden foam sheet and had a poor moldability and was 
impossible to mold in a desirable shape. 



-42» 



[EXAMPLE 10] 

A mixture of 1 mol of phenol, 2 mol of formaldehyde (37% 
by weight aqueous solution) and 0.1 mol of sodium 
hydroxide were reacted at 100°C for 1 hour. Then 0.2 
mol of sodium sulfite was added to said mixture and 
said mixture was further reacted at 100 °C for 40 
minutes to produce a su 1 f omethy la ted monohy d r icpheno 1 - 
aldehyde precondensat ion polymer J. 

On the other hand, a mixture of 2.5 mol of 5- 
methy 1 resorcinol , 1 mol of formaldehyde (37% by weight 
aqueous solution) and 0.15 mol of sodium hydroxide was 
reacted at 60 °C for 8 hours to produce a 
polyhydr icpheno 1 -aldehyde precondensat ion polymer K . 

Said pr econden sation polymer J and said precondensat ion 
polymer K were mixed together and the resulting mixture 
was reacted at 70 °C for 2 hours to produce a 
sulfomethylated mono phenol -po lypheno 1 precocondensation 
polymer L. 

5 parts by weight of an acrylic ester emulsion (solid 
content:50% by weight), 0.02 parts by weight of fluoric 
water repellent (20% by weight), and 5 parts by weight 
of a f 1 ame - r e ta r dan t containing or ganophosphor us and 
nitrogen (30% by weight) and further 10 parts by weight 
of paraformaldehyde as a curing agent were added to 100 
parts by weight of said precocondensation polymer L. 
Said mixture was impregnated in a non-woven fabric sheet 
consisting of 70% by weight of glass fiber, 20% by 
weight of polyester fiber and 10% by weight of kenaf 
fiber ( weight : 100g/ rrf ) adjusting an impregnating amount 
to be 25% by weight. Said non-woven fabric sheet was 
heated at 80 °C for 5 minutes to condensate slightly 
said precocondensation polymer L to make it at B-stage. 
Then said non-woven fabric sheet impregnating said 
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precocondensation polymer L of B-stage was hot-pressed 
at 150 °C for 1 minute in a desirable shape with 
curing . 

Said molded, cured sheet was inserted in a molding 
machine and a phenol resin solution containing an 
organic foaming agent was put in said molding machine 
through the inlet of said molding machine to mold at 
200 °C for 4 minutes. The resulting molded material 
with said molded, cured s he et has a high rigidity 
wherein said molded, cured sheet has a good 
adhesiveness and moldability. 



[ EXAMPLE 11] 

A dispersion of a hot-melt type adhesive powder was 
prepared by the following formulation. 

Ethy lene-viny lacetate copolymer (EVA) powder* 1 : 35% by 
weight 

Water: 65% by weight 



A needling non-woven fabric of polyester fiber was used 
as a surface layer (trim cover). 

As shown in Fig. 7, said surface layer (33) was drawn 
from a roll (315) and led on a porous belt conveyer 
(316) made of a net, a felt, and the like. A suction 
box (317) to which a vacuum path (318) with a valve 
(319) connects is attached to the back side of said 
porous belt conveyer (316) and said surface layer (33) 
was sucked by said suction box through said porous belt 
conveyer (316). Said dispersion of said hot-melt type 
adhesive powder (34B) was sprayed to the surface of said 
surface layer (33) by a spraying machine (320) to which 
said dispersion (34B) agitated by an agitator (322) in 



Melting point 90 °C ; 200 mesh pass 
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an agitation tank (321) was supplied by a pump (323). 

Said dispersion (34B) of said hot-melt type adhesive 
powder was thus coated in dot on the surface of said 
surface layer (33) adjusting a coating amount to be 15g/ 
rrf as a solid. As above mentioned, since said surface 
layer (33) was sucked by said suction box (317) from 
the back side during said coating process by spray, said 
hot-melt type adhesive powder was sucked on the surface 
of said surface layer (33) without rebounding and 
scattering by spraying impact. After coating, said 
surface layer (33) was led into a drying chamber (324) 
and said surface layer was heated to dry at 150 °C for 2 
C minutes in said drying chamber (324). As above 

jSJ mentioned, EVA powder as a hot-melt type adhesive was 

Uj coated and dotted on the surface of said surface layer 

!^ (33) to form an adhesive layer (34A) as shown in Fig. 8 

iSJ and then said surface layer (33) was cut in a desirable 

iS size. 

i . . ,e 
:_J 

H= On the other hand, a pr econdensat ion polymer of phenol 

% resin was impregnated in a fiber sheet which is a non- 

:.j3 woven fabric made of a reclaimed fiber in an amount of 

30% by weight and then said fiber sheet was heated to 
dry at 70 °C to condensate slightly said precondensation 
polymer to make it at B-stage to manufacture a base 
(32). 

As shown in Fig. 9, said surface layer (33) was put on 
said base (32) and said base (32) and said surface 
layer (33) were set in a hot-press machine (326) 
consisting of a lower mold part (327) and an upper mold 
part (328) and hot-pressed to mold an interior material 
(31) of the automobile as shown in Fig. 10. During 
said hot-pressing, said adhesive layer (34A) was 
softened and said surface layer (33) was attached to 
said base (32) by said softened adhesive layer (34) and 
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said interior material (31) has a sharp molding shape. 
[EXAMPLE 12] 

A dotted adhesive layer (314A) was formed on a surface 
layer (313) which is a polyviny lchloride sheet by the 
silk-screen printing as shown in Fig. 11. 

On the other hand, a phenol resin was impregnated in a 
reclaimed fiber sheet in an amount of 30% by weight and 
said reclaimed fiber sheet was heated to dry at 100°C 
for 7 minutes to condensate slightly said phenol resin 
,«s to make it at B-stage. The resulting fiber sheet was 

; £t hot-pressed at 250 °C to manufacture a base (312) of 

£ dash-board. Said base (312) was set in a surface layer 

Uj attaching machine (329) as shown in Fig. 12. 

■ a 3 
•JL1 

U) 

fi} And said surface layer (313) was put on said base (312) 

iS wherein said adhesive layer (314A) was heated to be 

softened and said surface., layer (313) was attached to 
M said base (312) by pressing said surface layer attaching 

^ machine ( 329 ) . 

As above mentioned, a lining (311) of the dash-board of 
the automobile having a sharp molded shape as shown in 
Fig. 13 was manufactured. 

In EXAMPLES 11 and 12, the adhesive layers are formed on 
the surface layers respectively but in the present 
invention the adhesive layer may also be formed on the 
base . 

[Industrial Utility] 

Said material to be molded or said molded material can 
be used as an interior of vehicle such as door trim, a 
dash board, head lining, flooring, an insulator hood, 
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dash inner, dash outer, an engine under cover, trunk 
side trim, and the like, a building material such as 
wall material and the like, and further a pad in bed and 
the like, a cushion of a seat, a sofa and the like. 




;.j 5 
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